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TN THE CLAIMS: 

Please amend the claims as follows: 

1. (cancelled) 

2, (previously presented) A method for creating a three-dimensional solid 
freeform fabrication object with non-reactive powder comprising: 

spreading a non-reactive powder on a substrate; 

heating a reactive resin to a temperature of about 40 to 200 degrees Celsius (C); 

selectively dispensing said heated reactive resin onto said non-reactive powder, 
forming a mixture of reactive resin and non-reactive powder, wherein said mixture defines 
said three-dimensional object; and 

curing said reactive resin thereby encapsulating said non-reactive powder. 

3-26. (cancelled) 

27. (currently amended) A solid freeform fabrication sy stem for producing a 
three-dimensional obiect using non-reactive powder comprising: 

a powder spreading system con fi gured to spread a specified quantity of non-festive 
powder to form a layer of said powder on a substrate; 

a dispensing system adapted to selectively dispense both components of a two-par t 
reactive resin onto said layer of non-reactive po wder: and 

a computing device coupled to and configured to c ontrol said dispensing system and 
said powder spreading system; 

Tho solid freeform fabrication oyotcm of claim 2A -, wherein said dispensing system 

comprises an inkjet dispenser. 

28. (original) The solid freeform fabrication system of claim 27, wherein said 
inkjet dispenser comprises one of a thermal inkjet dispenser, a continuous inkjet dispenser, or 
a piezoelectric inkjet dispenser. 
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29. (previously presented)The solid freeform fabrication system of claim 27, 
wherein said inkjet dispenser comprises a plurality of ejection orifices configured to 
selectively eject both components of said two-part reactive resin. 

30. (previously presented) A solid freeform fabrication system for producing a 
three-dimensional object using non-reactive powder comprising: 

spreading means for spreading successive layers of said non-reactive powder; 

dispensing means for dispensing a reactive resin onto said non-reactive powder; 

curing means for curing said reactive resin, wherein said curing means only partially 
cures a layer of reactive resin until at least one additional layer of non-reactive powder and 
selectively-dispensed reactive resin have been fonned, said reactive resin then being fully 
cured so as to promote adhesion between layers of said object; and 

controlling means for controlling said spreading means, said dispensing means, and 
said curing means. 

3 1 . (original) The solid freeform fabrication system of claim 30, wherein said 
spreading means comprises one of a blade or a mechanical roller, 

32. (original) The solid freeform fabrication system of claim 30, wherein said 
dispensing means comprises a thermal inkjet dispenser. 

33. (original) The solid freeform fabrication system of claim 30, wherein said 
dispensing means comprises one of a piezoelectric inkjet dispenser or a continuous inkjet 
dispenser. 

34. (original) The solid freeform fabrication system of claim 30, wherein said 
curing means comprises a heater. 

35. (original) The solid freeform fabrication system of claim 30, wherein said 
curing means comprises a UV radiation applicator. 
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36. (original) The solid freeform fabrication system of claim 30, wherein said 
controlling means comprises a computer. 

37-49. (cancelled) 

50. (previously presented) The method of claim 2, wherein said reactive resin 
comprises an ultraviolet (UV) curable resin. 

5 1 . (previously presented) The method of claim 2, further comprising dispensing 
said heated reactive resin directly onto said non-reactive powder on said substrate. 

52. (previously presented) The method of claim 2, further comprising applying 
ultrasonic energy to said mixture of reactive resin and non-reactive powder. 

53. (previously presented) The method of claim 2, wherein curing said reactive 
resin further comprises: 

partially curing said reactive resin; 

applying at least one other layer of non-reactive powder and selectively dispensed 
reactive resin; and 

fully curing said reactive resin after said at least one other layer is formed to promote 
adhesion between layers of said object. 

54-55. (cancelled) 

56. (currently amended) A method for creating a three-dimensional solid 
freeform fabrication object with non-reactive p owder comprising: 
spfftflriiTi F a non-reactive powder on a substrate; 

selectively dispensing a reactive resin onto said non-reactive powder, forming a 
mixture of reactive resin and non-rea ctive powder, wherein said mixture defines said three- 
dimensional object: 
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ap plying ultrasonic energy to said m ixture of reactive resin and non-reactive powder; 

and 

curing said reactive resin thereby encap sulating said non-reactive powder; 
The method of claim 3, wherein curing said reactive resin further comprises: 
partially curing said reactive resin; 

applying at least one other layer of non-reactive powder and selectively- 
dispensed reactive resin; and 

fully curing said reactive resin after said at least one other layer is formed to 
promote adhesion between layers of said object. 

57. (cancelled) 

58. (previously presented) A method for creating a three-dimensional solid 
freeform fabrication object with non-reactive powder comprising: 

spreading a non-reactive powder on a substrate; 

selectively dispensing a reactive resin onto said non-reactive powder, forming a 
mixture of reactive resin and non-reactive powder, wherein said mixture defines said three- 
dimensional object; 

partially curing said reactive resin; 

applying at least one other layer of non-reactive powder and selectively-dispensed 
reactive resin; and 

fully curing said reactive resin after said at least one other layer is formed to promote 
adhesion between layers of said object. 

59-61. (cancelled) 

62. (previously presented) A system for fabricating a three-dimensional solid 
freeform fabrication object with non-reactive powder comprising; 

a system for spreading a non-reactive powder on a substrate; 

an inkjet dispenser for selectively dispensing a reactive resin onto said non-reactive 
powder, forming a mixture of reactive resin and non-reactive powder, wherein said mixture 
defines said three-dimensional object; and 
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a curing system for curing said reactive resin thereby encapsulating said non-reactive 
powder. 

63. (previously presented) The system of claim 62, wherein said curing system 
comprises an ultraviolet light source. 

64. (previously presented) The system of claim 62, further comprising a system for 
applying ultrasonic energy to said mixture prior to curing. 

65. (cancelled) 
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